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(57) ABSTRACT 

A method and apparatus for forming and mounting a sleeve 
and a thrust member in a bore in a motor/gear drive housing 
shaft to support the motor/ gear drive shaft against radial and 
axial movement. Gates are formed in the motor/gear drive 
housing and communicate With separate ?rst and second 
bores in the housing. Amold core is inserted into the housing 
and closes off one bore to alloW the injection of molten 
plastic into a cavity formed betWeen the tip end portion of 
the mold core and the ?rst bore to form an annular sleeve. 
The annular sleeve has an inner diameter larger than the 
outer diameter of the end tip portion of the motor/gear drive 
shaft to be nominally spaced from the outer diameter of the 
drive shaft, but is supportingly engaged by the drive shaft 
under radial deformation of the drive shaft. Insertion of the 
drive shaft into the housing causes the tip end portion of the 
drive shaft to sealing close the second bore in the housing 
alloWing the injection of molten plastic into the second bore 
to form a thrust member axially engaged With the end of the 
drive shaft to resist axial movement of the drive shaft during 
operation. 

24 Claims, 3 Drawing Sheets 
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WINDSHIELD WIPER MOTOR WITH 
MOLDED SLEEVE AND THRUST 

ELEMENTS 

CROSS-REFERENCE TO CO-PENDING 
APPLICATION 

This application is a divisional application of co-pending 
US. patent application Ser. No. 09/467,530, ?led Dec. 20, 
1999. 

FIELD OF THE INVENTION 

The present invention relates, in general, to motor and 
gearbox drives and, more speci?cally, to motor and gearbox 
drives With right-angled gearboxes and, even more 
speci?cally, to motor and gearbox drives for vehicle Wind 
shield Wipers. 

BACKGROUND OF THE INVENTION 

Electric motors having gear reduction are Widely 
employed for many industrial applications. Typically, the 
gear reduction is provided by a gear train formed of at least 
tWo meshing gear members, one of Which is driven by the 
motor output shaft and may be actually incorporated into the 
structure of the motor output shaft, and the second ?xed on 
an axle or shaft thereby rotating the shaft upon rotation of 
the motor output shaft. 

In a typical application of such a motor/gearbox drive, 
Windshield arms and blades are attached to a conventional 
linkage Which includes a crank arm ?xedly mounted on the 
rotatable output shaft of a motor/gear drive. Within the 
motor/ gearbox housing, a Worm gear is formed on the motor 
output shaft. One end of the shaft is rotatably mounted in a 
bore formed in the housing. An intermediate end of the shaft 
is also supported in a bearing mounted in the housing. 

Cost reduction in the motor/gearbox drive has focused on 
the Worm gear shaft and related components. Cost reduction 
can be achieved in this area by using a smaller diameter 
Worm gear shaft. HoWever, Without support at the end of the 
shaft, the gear train fails at less than the required torque 
output. Such failure is a result of excessive de?ection of the 
Worm gear shaft. To control the de?ection of the shaft, a 
bearing surface is required at the end of the shaft. A thrust 
bearing surface is also required to control axial movement of 
the shaft. One solution is to machine a bore in the housing, 
Which then receives a press-in bearing. HoWever, the loca 
tion of the machined bore cannot be held to the necessary 
tolerance for proper location of the bearing-to-shaft journal. 
Proper location of this journal is essential for loW noise and 
high ef?ciency of the motor/gearbox drive. If the bearing is 
more than a feW thousandths of an inch out of position, 
excessive noise and friction result. 

Axial end play of the gear shaft must also be controlled by 
minimiZing such axial movement in order to prevent noise. 
It is knoWn to provide a drilled and tapped bore in the 
housing axially in line With the Worm gear shaft, Which bore 
receives a threaded screW carrying a molded elastomer or 
resilient end cap. The screW is threaded into the tapped bore 
a suf?cient distance to bring the end cap into engagement 
With the shaft. While this minimiZes axial movement of the 
shaft to a certain extent, such an arrangement introduces 
other problems, the most signi?cant of Which is the drilled 
bore Which forms a neW Water path entry into the motor/ 
gearbox housing. In addition, the end cap applies force to the 
shaft and thereby controls the gear meshing. 

Another solution to the radial and axial movement prob 
lems associated With a smaller diameter Worm gear shaft is 
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2 
to provide another bearing in the gearbox housing to support 
the end of the shaft. HoWever, this introduces an added cost 
into the motor gearbox drive. 

Thus, it Would be desirable to provide a motor/gearbox 
drive having molded sleeve and thrust elements or bearing 
surfaces Which enable a smaller than normal diameter output 
drive shaft to be employed While still preventing excess 
radial de?ection and excess axial movement of the drive 
shaft. It Would also be desirable to provide such thrust and 
sleeve elements Which minimiZe noise during operation of 
the motor/gear drive. It Would also be desirable to provide 
sleeve and thrust bearing surfaces for a motor gear drive 
Which can be easily integrated With existing motor/gearbox 
production methods for loW manufacturing costs. 

SUMMARY OF THE INVENTION 

The present invention is a unique method and apparatus 
for providing a sleeve and a thrust member in a motor/ 
gearbox housing to support the motor/gear drive shaft 
against radial and axial loads. 
The apparatus includes a motor/gear drive arrangement 

Where a motor drive shaft has a Worm gear carried thereon 
and a tip end terminating in an end Wall, and a bore is formed 
in a gearbox housing coaxial With the output shaft. 

In one aspect, the invention comprises an improvement 
including an annular sleeve concentrically disposed about 
the tip end portion of the output shaft and nominally spaced 
from the tip end portion. The tip end portion of the drive 
shaft, under radial loads acting on the drive shaft, engages 
the sleeve, With the sleeve limiting further radial movement 
or de?ection of the drive shaft. 

In another aspect of the invention, an injection molded 
thrust member is disposed in the bore in the housing in 
coaxial registry With the end Wall of the shaft. The engage 
ment of the thrust member With the end Wall of the output 
shaft prevents axial movement of the drive shaft. 

According to one aspect of the invention, at least one and 
preferably each of the sleeve and the thrust member are 
formed by injection molding. More speci?cally, the sleeve 
and tubular member are each injection molded Within the 
housing during the assembly of the motor/gear drive. 
The sleeve preferably has an inner diameter Which is 

nominally larger than the outer diameter of the tip end 
portion of the drive shaft such that the tip end portion of the 
drive shaft nominally rotates Within the bore in the sleeve 
during normal operation of the drive shaft. 

Another aspect of the present invention de?nes a unique 
method of manufacturing a motor/gear drive Wherein the 
motor has a drive shaft carrying a Worm gear, and a tip end 
portion terminating in an end Wall, the method comprising: 

forming a bore in a housing surrounding the motor/gear 
drive, the bore having a ?rst bore portion of a ?rst diameter; 
and 

forming a sleeve having a through bore in the ?rst bore 
portion of the housing. 

The sleeve is preferably formed by the steps: 
forming a shoulder betWeen the ?rst bore portion and a 

second bore portion; 
forming a ?rst gate in the housing communicating With 

the ?rst bore portion; and 
inserting a mold core into the housing, the mold core 

having a ?rst end portion With a diameter larger than the 
outer diameter of the tip end portion of the drive shaft and 
a second larger diameter portion having a shoulder formed 
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between the ?rst and second portions sealingly closing the 
?rst bore portion, the ?rst bore portion and the tip end 
portion of the mold core forming an interior cavity; 

injecting molten plastic into the interior cavity through the 
?rst gate to form the sleeve having an inner diameter surface 
surrounding a bore; and 

removing the mold core. 
The method also includes forming a shoulder on the mold 

core Which is engagable With a bearing mounting surface in 
the housing to concentrically align the mold core With the 
?rst and second bore portions in the housing to concentri 
cally align the sleeve With the ?rst bore portion. 

In yet another aspect, a ?rst ?ange is formed on the 
housing and is engaged With a mating ?ange formed on the 
mold core. Engagement of the tWo ?anges aligns the later 
formed sleeve concentrically about a longitudinal axis of the 
drive shaft When the drive shaft is engaged With the sleeve. 

In yet another aspect of the present invention, the method 
further comprises the steps of: 

forming a second gate in the housing communicating With 
the second bore portion; 

forming an end Wall of the drive shaft With an outer 
diameter larger than the diameter of the second bore portion; 

disposing the end Wall of the drive shaft to sealingly close 
off an end of the second bore portion; 

inserting the drive shaft of the motor/gear drive into the 
housing With the tip end portion of the drive shaft extending 
through the ?rst bore portion; 

disposing the end Wall of the drive shaft to sealing close 
the second bore portion; and 

injecting molten plastic through the second gate into the 
second bore portion to form a thrust member in the second 
bore portion in registry With the end Wall of the drive shaft. 

The unique thrust member and sleeve of the present 
invention manufactured by the unique inventive method 
enables a smaller diameter and therefore a loWer cost 
motor/gear drive shaft carrying a Worm gear to be rotatably 
mounted in a housing and supported against radial and axial 
movement for reduced noise and friction. 

The unique sleeve and thrust member of the present 
invention also contribute to a reduced manufacturing cost 
for the motor/gear drive since a costly bearing is not required 
to support the end portion of the motor/gear drive shaft. 
Further, the sleeve and thrust member are uniquely formed 
by an injection molding process utiliZing gates formed in the 
motor/gear drive housing. This reduces assembly steps and 
part count. In addition, the injection molding of the sleeve 
and the thrust member can be integrated into an existing 
motor/gear drive assembly process for a simpli?ed manu 
facturing of the motor/gear drive. 

The use of separate gates directed to separately closed 
bore portions in the housing used to form the sleeve and 
thrust member, respectively, enable different materials to be 
used to form the sleeve and the thrust member thereby 
enabling the materials to be engineered to meet the different 
radial and/or axial loads of the sleeve and the thrust member. 

BRIEF DESCRIPTION OF THE DRAWING 

The various features, advantages and other uses of the 
present invention Will become more apparent by referring to 
the folloWing detailed description and draWing in Which: 

FIG. 1 is a longitudinal cross-sectional vieW through a 
gearbox of a motor gear drive having sleeve and thrust 
bearing surfaces constructed in accordance With the teach 
ings of the present invention and apparatus; 
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4 
FIG. 2 is a partial, cross-sectional vieW through one end 

of the gearbox shoWn in FIG. 1; 
FIG. 3 is an enlarged longitudinal cross-sectional vieW of 

a gearbox shoWing the mounting of a mold core of the 
present invention in the gearbox shoWn in FIG. 1; 

FIG. 4 is a partial, cross-sectional vieW of the end of the 
gearbox housing, With the sleeve of the present invention 
mounted therein; 

FIG. 5 is a partial, cross-sectional vieW of the end portion 
of the gear housing shoWn in FIG. 4, With the gear shaft 
mounted therein, prior to the formation of the thrust bearing 
surface according to the present invention; and 

FIG. 6 is a partial, cross-sectional vieW of the end portion 
of the gear housing shoWn in FIGS. 4 and 5, With the gear 
shaft mounted therein, shoWing a gap betWeen the end 
portion and the sleeve. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENT 

Referring noW to the draWing, and to FIG. 1 in particular, 
there is depicted a portion of a motor/gear drive suitable for 
use in many different applications. It Will be understood that 
although the folloWing detailed description and the draWing 
shoW the inventive features of the motor/gear drive in a 
Windshield Wiper drive application, the present invention 
may also be employed in any motor/gear drive having an 
angled gearbox and, more preferably, a right-angled gearbox 
incorporating a gear pair, such as meshing Worm and Worm 
gear. 

FIG. 1 depicts only the motor shaft 10, With the drive 
motor itself not being shoWn. In this application, the motor 
and gear drive are mounted in tWo separate housings With a 
housing 12, Which is typically a cast housing, by example 
only, formed of a suitable metal, such as aluminum, depicted 
for the gear drive. 
The shaft 10 has a generally cylindrical con?guration for 

a portion of its length extending outWard from the motor 
itself. In this application, a helical Worm gear 14 is integrally 
formed in the output shaft 12 by molding or machining. The 
Worm gear 14 is spaced a short distance from a tip end 
portion 16 of the shaft 10. The tip end portion 16 terminates 
in an end Wall 18. 

An intermediate portion of the shaft 10 is supported in the 
housing 12 by a pair of bearing races 20 and 22. The bearing 
races 20 and 22 are held in position in the housing 12 by a 
bearing housing 24 in contact With the inner bearing race 20 
and a sleeve 26 and clip 28 Which are disposed in engage 
ment With the outer race 22. 

The clip 28 seats Within an undercut 30 in the shaft to 
retain the sleeve 26 in position in a intermediate bore formed 
in the housing 12. 

It Will be understood that the Worm Wheel or Worm Which 
engages the Worm gear 14 and is ?xedly mounted on a drive 
shaft, not shoWn in FIG. 1, is angularly offset, typically at 
90° from the axis of the drive shaft 10. 

In order to use a smaller diameter shaft 10 so as to reduce 

the cost of the motor/gear drive, the tip end portion 16 of the 
shaft 10 must be supported against radial forces Which tend 
to de?ect the drive shaft 10 as Well as axial thrust forces 
tending to move the shaft 10 axially Within the housing 12. 
Aunique solution to this problem is provided by the present 
invention in loW cost manner Which can also be easily 
integrated in the assembly process of the motor/gear drive. 

According to the present method and apparatus, a unique 
annular sleeve 32 and a unique thrust member or surface 34 
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are provided in the housing 12 and positioned to resist radial 
de?ection of the tip end 16 of the shaft 10 as Well as axial 
movement of the shaft 10 under operating thrust loads. 

According to one aspect of the present invention, the 
sleeve 32 is formed as an annular member having an outer 
diameter and an inner diameter formed to certain dimensions 
as described hereafter. The sleeve 32 is formed of a suitable 
material Which provides high durability and Which mini 
miZes noise When engaged by the shaft 10. 

According to a unique feature of the present invention, the 
inner diameter of the sleeve 32 is slightly oversiZed or larger 
than the outer diameter of the tip end portion 16 of the shaft 
10. This provides radial spacing Which alloWs the tip end 16 
of the shaft 10 to freely rotate Within the sleeve 32 and 
Without contacting the inner diameter surface of the sleeve 
32 during normal operation (as best seen in FIG. 6). 
HoWever, When excessive radial forces are exerted on the 
shaft 10, the tip end portion 16 of the shaft 10 Will ?ex 
bringing the outer diameter of the tip end portion 16 into 
engagement With the inner diameter of the sleeve 32. The 
sleeve 32 resists further radial movement or de?ection of the 
tip end 16 of the shaft 10 so as to support the shaft and 
reduce noise and friction during rotation of the shaft 10. 

The thrust member 34 is provided in a bore in the housing 
12, as described hereafter, coaxially With the shaft 10 and in 
registry With the end Wall 18 of the shaft 10 as shoWn in FIG. 
1. The thrust member 34 engages, but does not load the shaft 
10, so as to merely prevent axial movement of the shaft 10 
When thrust forces are exerted on the shaft 10 such as forces 
Which occur at the reversal or inWipe and endWipe positions 
of a Windshield Wiper arm assembly. 

The sleeve 32 and thrust member 34 are formed of 
suitable plastic materials Which can be engineered to opti 
miZe the required properties of durability and noise suppres 
sion. The materials forming the thrust member 34 and the 
sleeve 32 may be the same or different as the sleeve 32 and 
the thrust member 34 serve different functions. 

According to another aspect of the present invention, the 
sleeve 32 and the thrust member 34 are formed according to 
a unique method Which Will noW be described. 
As shoWn in FIG. 2, the housing 12 has a stepped bore 40 

formed of a ?rst larger diameter bore portion 42 and a 
second, coaxial smaller diameter bore portion 44, With both 
of the ?rst and second bore portions 42 and 44 referred to 
hereafter simply as the ?rst bore 42 and the second bore 44. 
A ?rst gate or runner 46 is formed through the housing 12 
and has an outlet disposed in ?uid communication With the 
?rst bore 42 and an inlet opening externally With respect to 
the housing 12. The ?rst gate 46 is designed to provide a 
path for molten plastic, as described hereafter, during an 
injection molding process to ?oW into the ?rst bore 42. 

The second bore 44 communicates With a second gate or 
runner 48 Which also extends through the housing 12 from 
an inlet. The second gate or runner 48 provides a ?oW path 
for molten plastic during an injection molding process step 
to the second bore 44 as described hereafter. 

The present method and apparatus make use of a mold 
core 50, shoWn in FIG. 3 Which concentrically aligns, seals 
and forms an interior cavity for forming the sleeve 32 as 
described hereafter. The mold core 50 includes a shank 52 
having a ?rst diameter cylindrical end portion 54, an adja 
cent second, larger diameter cylindrical portion 56, an 
adjacent yet larger diameter cylindrical portion, and a ?nal 
largest diameter portion 60. 

The cylindrical portions 54, 56, and 60 serve various 
functions. 
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6 
Speci?cally, the ?rst cylindrical portion 54 of the mold 

core 50 has an outer diameter just slightly smaller than the 
inner diameter of the second bore 44 in the housing 12 so as 
to ?t therein. A ?rst shoulder 62 is formed betWeen the 
coplanar ends of the ?rst and second cylindrical portions 54 
and 56 of the mold core 50. The ?rst shoulder 62 is designed 
to sealingly engage a face 64 formed betWeen the ?rst and 
second bores 42 and 44 in the housing 12. 

Similarly, a second shoulder 66 is formed betWeen the 
ends of the second cylindrical portion 56 and the third 
cylindrical portion 58 of the mold core 50. The second 
shoulder 66 is positioned to sealingly engage a second face 
68 formed in the housing 12 at the end of the ?rst bore 42 
and an enlarged internal cavity formed Within the housing 
12. The ?rst shoulder 62 and the ?rst face 64 combine With 
the second shoulder 66 and the second face 68 to sealingly 
close off and form an interior chamber 70 Within the ?rst 
bore 42 of the housing 12 betWeen the inner surface of the 
?rst bore 42 and the outer surface of second cylindrical 
portion 56 of the mold core 50. The interior cavity 70 is 
disposed in ?uid ?oW communication With the ?rst gate or 
runner 46 to enable molten plastic to be injected into the 
interior cavity 70 to form the sleeve 32 as shoWn in FIGS. 
1 and 4. 

It should also be noted that the outer diameter of the 
second cylindrical portion 56 of the mold core 50 has a 
larger diameter than the outer diameter of the tip end portion 
16 of the shaft 10. This enables the inner diameter of the 
sleeve 32 formed in the cavity 70 to be larger than the outer 
diameter of the end tip portion 16 of the shaft 10 so as to be 
nominally spaced from the tip end portion 16 of the shaft 10. 
A third shoulder 72 is formed intermediate along the 

shank 52 of the mold core 50 and is positioned to engage a 
third face 74 formed intermediately Within the housing 12. 
The third face 74 is formed as one support Wall of the outer 
bearing race 22 shoWn in FIG. 1. An enlarged annular ?ange 
78 is formed on the mold core 50 and extends radially 
outWard from an intermediate portion of the shank 52. The 
annular ?ange 78 is formed With an outer cylindrical mount 
ing ?ange 76 Which is adapted to engage a similar mounting 
?ange on a portion of the housing 12. 
The mating engagement of the various shoulders, ?anges 

and faces on the mold core 50 and the housing 12 cause the 
?rst cylindrical portion 54 of the mold core 50 to be 
coaxially aligned With What Will be the position of the motor 
output shaft 10 to ensure a proper bearing-to-shaft journal 
Which is essential for loW noise and high ef?ciency. 

After the injected plastic cools to a hardened state forming 
the sleeve 32, the mold core 50 is removed as shoWn in FIG. 
4. In the next method step of the present invention, the drive 
shaft 10 extending outWard from the motor, not shoWn, is 
aligned With the interior bore 33 Within the sleeve 32. The 
tip end portion 16 of the shaft 10 is then inserted into the 
bore 33 in the sleeve 32 as shoWn in FIG. 5. The tip end 
portion 16 seats against the ?rst face 64 closing off the 
second bore 44 from the ?rst bore 42 containing the sleeve 
32. Molten plastic is then injected through the second gate 
48 into the ?rst bore 44 to form the thrust member 34, as 
shoWn in FIG. 5. The thrust member 34 engages the end Wall 
18 of the tip end portion 16 of the shaft 10 to hold the shaft 
10 from axial movement under any axial forces exerted on 
the shaft 10 during operation of the motor and gear. 

In summary, there has been disclosed a unique method 
and apparatus for forming and mounting a sleeve and thrust 
member in a bore axially disposed With respect to the 
longitudinal axis of a motor/gear drive shaft carrying a 
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Worm gear, Which sleeve and thrust member minimize radial 
de?ection and axial movement of the drive shaft thereby 
reducing noise and friction. The sleeve and thrust member 
are uniquely formed by injection molding in the motor/ 
gearbox housing for a reduced motor/gearbox manufactur 
ing cost While still providing long-term durability. The 
injection molding process steps of the present invention are 
integrated into the existing motor/gearbox assembly process 
to further reduce the cost of the motor/gearbox drive. 
What is claimed is: 
1. A method for manufacturing a motor/gear drive having 

a shaft With a Worm gear carried thereon, and a free tip end 
portion With an outer diameter terminating in an end Wall, 
and a housing having a bore formed coaxial With respect to 
the shaft to be installed therein, the method comprising the 
steps of: 

inserting a mold core into the bore of the housing, the 
mold core having a ?rst end portion With a diameter 
larger than the outer diameter of the free tip end portion 
of the shaft and a second larger diameter portion With 
a shoulder formed betWeen the ?rst and second portions 
sealingly closing a ?rst portion of the bore in the 
housing, the ?rst portion of the bore in the housing and 
the ?rst end portion of the mold core forming an 
interior cavity therebetWeen; 

injecting molten plastic into the interior cavity through a 
?rst gate to form a sleeve having an inner diameter 
surface surrounding a holloW bore; and 

removing the mold core. 
2. The method of claim 1 further comprising the steps of: 
forming a bearing mounting surface in the housing; and 
forming the mold core With a surface engagable With the 

bearing surface in the housing to concentrically align 
the mold core and the ?rst bore portion in the housing. 

3. The method of claim 1 further comprising the steps of: 
forming a ?rst ?ange on the housing; 
forming a second ?ange on the mold core; and 
engaging the ?rst and second ?anges to align a longitu 

dinal axis of the mold core With an axis extending 
through the ?rst bore portion. 

4. The method of claim 1 further comprising the steps of: 
forming a second gate in the housing communicating With 

a second bore portion; 
forming an end Wall of the drive shaft With an outer 

diameter larger than the diameter of the second bore 
portion; 

disposing the end Wall of the drive shaft to sealingly close 
off an end of the second bore portion; 

inserting the drive shaft of the motor/gear drive into the 
housing With the tip end portion of the drive shaft 
extending through the ?rst bore portion; 

disposing the end Wall of the drive shaft to sealing close 
the second bore portion; and 

injecting molten plastic through the second gate into the 
second bore portion to form a thrust member in the 
second bore portion in registry With the end Wall of the 
drive shaft. 

5. A method for manufacturing a motor/gear drive having 
a shaft With a Worm gear carried thereon, and a free tip end 
portion With an outer diameter terminating in an end Wall, a 
housing having a bore formed coaxial With respect to the 
shaft to be installed therein, the method comprising the steps 
of: 

forming a gate in the housing communicating With one 
portion of the bore in the housing; 
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8 
forming the end Wall of the shaft With an outer diameter 

larger than the diameter of the one portion of the bore 
in the housing; 

disposing the end Wall of the shaft to sealingly close off 
an end of the one portion of the bore in the housing; 

inserting the shaft into the housing With the free tip end 
portion of the shaft extending through another portion 
of the bore in the housing; 

disposing the end Wall of the shaft to sealing close the one 
portion of the bore in the housing; and 

injecting molten plastic through the gate into the one 
portion of the bore in the housing to form a thrust 
member in the one portion of the bore in the housing in 
registry With the end Wall of the shaft. 

6. Amethod for manufacturing a motor/gear drive having 
a shaft With a Worm gear carried thereon, and a free tip end 
portion With an outer diameter terminating in an end Wall, a 
housing having a bore formed coaxial With respect to the 
shaft to be installed therein, the method comprising the steps 
of: 

forming the bore of the housing having a ?rst bore portion 
of a ?rst diameter; and 

injection molding a sleeve in the ?rst bore portion, the 
sleeve having a through bore With an inner diameter 
larger than the outer diameter of a free tip end portion 
of the shaft. 

7. Amethod for manufacturing a motor/gear drive having 
a shaft With a Worm gear carried thereon, and a free tip end 
portion With an outer diameter terminating in an end Wall, a 
housing having a bore formed coaxial With respect to the 
shaft to be installed therein, the method comprising the steps 
of: 

providing a thrust-bearing-receiving bore of the housing 
for receiving an injection molded thrust bearing to 
engage With a limited area of the free tip end portion of 
a shaft, Where the limited area of engagement betWeen 
the thrust bearing and the free tip end of the shaft is less 
than an entire transverse area of the free tip end portion 
of the shaft; and 

injection molding the thrust member Within the thrust 
bearing-receiving bore of the housing in registry With 
the limited area of the tip end portion of the shaft, the 
thrust member limiting axial movement of the shaft. 

8. In a method for manufacturing a motor/gear drive 
housing for enclosing a shaft supporting a Worm gear for 
engagement With a pinion gear, the shaft having one end 
connectable to a prime mover and a free tip end portion With 
an outer diameter terminating in an end Wall, the housing 
having an aperture formed coaxial With respect to the shaft 
to be installed therein, the improvement comprising the 
steps of: 

separately plastic injection molding an annular sleeve and 
a thrust member Within the aperture of the housing, 
Wherein the plastic annular sleeve is position able to be 
coaxially sheathing an outer diameter of the shaft 
adjacent the free tip end portion of the shaft to be 
installed and to be nominally spaced radially from the 
outer diameter of the free tip end portion of the shaft to 
be installed, the sleeve operable to supportingly engage 
the outer diameter of the free tip end portion of the shaft 
only in response to radial loads acting to de?ect the 
shaft into contact With the annular sleeve, and Wherein 
the plastic thrust member is injection molded in coaxial 
registry With the end Wall of the installed shaft, and 
operable With the end Wall of the shaft to prevent axial 
movement of the shaft. 
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9. The improvement of claim 8 further comprising the 
steps of: 

plastic injection molding both of the annular sleeve and 
the thrust member in situ Within the aperture of the 
housing. 

10. The improvement of claim 8 further comprising the 
step of: 

installing the shaft Within the aperture in the housing to 
de?ne at least a portion of a chamber to receive injected 
plastic prior to injection molding the thrust member. 

11. A motor/gear drive housing manufactured according 
to the method of claim 8 for enclosing a shaft supporting a 
Worm gear for engagement With a pinion gear, the shaft 
having one end connectable to a prime mover and a free tip 
end portion With an outer diameter terminating in an end 
Wall, the housing having an aperture formed coaxial With 
respect to the shaft to be installed therein, the improvement 
comprising: 

a plastic injection molded annular sleeve and a separate 
plastic injection molded thrust member formed Within 
the aperture of the housing, Wherein the plastic annular 
sleeve is position able to be coaxially sheathing the 
outer diameter of the shaft adjacent the free tip end 
portion of the shaft to be installed and to be nominally 
spaced radially from the outer diameter of the free tip 
end portion, the sleeve operable to supportingly engage 
the outer diameter of the free tip end portion of the shaft 
only in response to radial loads acting to de?ect the 
shaft into contact With the annular sleeve, and Wherein 
the plastic thrust member is injection molded in coaxial 
registry With the end Wall of the installed shaft, and 
operable With the end Wall of the shaft to prevent axial 
movement of the shaft. 

12. The improvement of claim 11 further comprising: 
both of the plastic injection molded annular sleeve and the 

plastic injection molded thrust member formed in situ 
Within the aperture of the housing. 

13. The improvement of claim 11 Wherein the sleeve is an 
injection molded sleeve formed in situ Within the bore of the 
housing. 

14. The improvement of claim 11 further comprising: 
a plastic thrust member Within the bore of the housing in 

coaxial registry With the end Wall of the shaft to engage 
a limited portion of the end Wall of the shaft corre 
sponding to less than an entire transverse area of the 
end Wall of the shaft, and operable With the end Wall of 
the shaft to prevent axial movement of the shaft. 

15. The improvement of claim 14 Wherein the thrust 
member is an injection molded thrust member formed in situ 
Within the bore of the housing. 

16. The improvement of claim 15 further comprising: 
the thrust member injection molded after installation of 

the shaft, Wherein a portion of the end Wall of the shaft 
de?nes at least a portion of a chamber to receive 
injected plastic forming the thrust member during 
injection molding. 

17. The improvement of claim 11 further comprising: 
the bore having a ?rst portion of a ?rst diameter and an 

axially endmost, coaxial, second portion of a smaller 
diameter, a shoulder formed betWeen the ?rst and 
second portions, and a ?rst gate formed in the housing 
communicating With the ?rst portion. 

18. The improvement of claim 17 further comprising: 
a second gate formed in the housing communicating With 

the second portion. 
19. In a method for manufacturing a motor/gear drive 

housing for enclosing a shaft supporting a Worm rear for 
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engagement With a pinion gear, the shaft having one end 
connectible to a prime mover and a free tip end portion With 
an outer diameter terminating in an end Wall, the housing 
having an aperture formed coaxial With respect to the shaft 
to be installed therein, the improvement comprising the 
steps of: 

plastic injection molding at least one of an annular sleeve 
and a thrust member in situ Within the aperture of the 
housing, Wherein the plastic annular sleeve is position 
able to be coaxially sheathing an outer diameter of the 
free tip end portion of the shaft to be installed and to be 
nominally spaced radially from the outer diameter of 
the free tip end portion of the shaft to be installed, the 
sleeve operable to supportingly engage the outer diam 
eter of the free tip end portion of the shaft only in 
response to radial loads acting to de?ect the shaft into 
contact With the annular sleeve, and Wherein the plastic 
thrust member is positionable to be in coaxial registry 
With the end Wall of the shaft, and operable to be 
engageable With the end Wall of the shaft to prevent 
axial movement of the shaft; and 

inserting a mold core into the aperture of the housing prior 
to injection molding the annular sleeve. 

20. In a motor/gear drive housing for enclosing a shaft 
supporting a Worm gear for engagement With a pinion gear, 
the shaft having one end connectible to a prime mover and 
a free tip end portion With an outer diameter terminating in 
an end Wall, the housing having an aperture formed coaxial 
With respect to the shaft to be installed therein, the motor/ 
gear drive housing manufactured by a method including the 
steps of plastic injection molding at least one of an annular 
sleeve and a thrust member in situ Within the aperture of the 
housing, Wherein the plastic annular sleeve is positionable to 
be coaxially sheathing an outer diameter of the free tip end 
portion of the shaft to be installed and to be nominally 
spaced radially from the outer diameter of the free tip end 
portion of the shaft to be installed, the sleeve operable to 
supportingly engage the outer diameter of the free tip end 
portion of the shaft only in response to radial loads acting to 
de?ect the shaft into contact With the annular sleeve, and 
Wherein the plastic thrust member is positionable to be in 
coaxial registry With the end Wall of the shaft, and operable 
to be engageable With the end Wall of the shaft to prevent 
axial movement of the shaft, the improvement comprising: 

at least one of a plastic injection molded annular sleeve 
and a plastic injection molded thrust member formed in 
situ Within the aperture of the housing, Wherein the 
plastic annular sleeve is positionable to be coaxially 
sheathing the outer diameter of the free tip end portion 
of the shaft to be installed and to be nominally spaced 
radially from the outer diameter of the free tip end 
portion the sleeve operable to supportingly engage the 
outer diameter of the free tip end portion of the shaft 
only in response to radial loads acting to de?ect the 
shaft into contact With the annular sleeve, and Wherein 
the plastic thrust member is positionable to be in 
coaxial registry With the end Wall of the shaft, and 
operable to be engageable With the end Wall of the shaft 
to prevent axial movement of the shaft, and the sleeve 
having a bore extending therethrough, the bore having 
an inner diameter larger than the outer diameter of the 
tip end portion of the shaft to be installed. 

21. In a motor/gear drive housing for enclosing a shaft 
supporting a Worm gear for engagement With a pinion gear, 
the shaft having one end connectible to a prime mover and 
a free tip end portion With an outer diameter terminating in 
an end Wall, the housing having an aperture formed coaxial 
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With respect to the shaft to be installed therein, the motor/ 
gear drive housing manufactured by a method including the 
steps of plastic injection molding at least one of an annular 
sleeve and a thrust member in situ Within the aperture of the 
housing, Wherein the plastic annular sleeve is positionable to 
be coaXially sheathing an outer diameter of the free tip end 
portion of the shaft to be installed and to be nominally 
spaced radially from the outer diameter of the free tip end 
portion of the shaft to be installed, the sleeve operable to 
supportingly engage the outer diameter of the free tip end 
portion of the shaft only in response to radial loads acting to 
de?ect the shaft into contact With the annular sleeve, and 
Wherein the plastic thrust member is positionable to be in 
coaXial registry With the end Wall of the shaft, and operable 
to be engageable With the end Wall of the shaft to prevent 
aXial movement of the shaft, the improvement comprising: 

at least one of a plastic injection molded annular sleeve 
and a plastic injection molded thrust member formed in 
situ Within the aperture of the housing, Wherein the 
plastic annular sleeve is positionable to be coaXially 
sheathing the outer diameter of the free tip end portion 
of the shaft to be installed and to be nominally spaced 
radially from the outer diameter of the free tip end 
portion, the sleeve operable to supportingly engage the 
outer diameter of the free tip end portion of the shaft 
only in response to radial loads acting to de?ect the 
shaft into contact With the annular sleeve, and Wherein 
the plastic thrust member is positionable to be in 
coaXial registry With the end Wall of the shaft, and 
operable to be engageable With the end Wall of the shaft 
to prevent aXial movement of the shaft: and 

a plastic thrust member Within the bore of the housing 
disposed to be in coaXial registry With the end Wall of 
the shaft to be installed, and operable to be in engage 
ment With the end Wall of the shaft to be installed to 
prevent aXial movement of the shaft, Wherein the thrust 
member is an injection molded thrust member formed 
in situ Within the bore of the housing, the outer diam 
eter of the tip end portion of the shaft to be installed 
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being larger than a diameter of the thrust member 
engageable With the end Wall of the tip end portion of 
the shaft. 

22. A method for manufacturing a motor/gear drive hav 
ing a shaft With a Worm gear comprising the steps of: 

inserting a mold core into a coaXial bore of the housing 
Wherein the core has a ?rst end portion With a diameter 
larger than the outer diameter of the free tip end portion 
of the shaft and a second larger diameter portion With 
a shoulder formed betWeen the ?rst and second portions 
sealingly closing a ?rst portion of the bore in the 
housing; and 

injection molding plastic into the cavity formed by the 
housing and core to form a sleeve having an inner 
diameter surface surrounding a holloW bore, and 
removing the core. 

23. A method for manufacturing a motor/gear drive hav 
ing a shaft With a Worm gear comprising the steps of: 

forming an end Wall of a shaft With an outer diameter 
larger than a diameter of one portion of a bore in a 
housing; 

disposing the end Wall of the shaft to sealingly close off 
an end of the one portion of the bore in the housing; and 

injecting molten plastic through a gate into the one 
portion of the bore in the housing to form a thrust 
member in the one portion of the bore in the housing in 
registry With the end Wall of the shaft. 

24. A method for manufacturing a motor/gear drive hav 
ing a shaft With a Worm gear comprising the steps of: 

providing a bore of a housing having a ?rst bore portion 
of a ?rst diameter; and 

injection molding a sleeve in the ?rst bore portion, the 
sleeve having a through bore Which is coaXial With 
respect to a shaft to be installed therein, the sleeve 
having an inner diameter larger than an outer diameter 
of a free tip end portion of the shaft. 

* * * * * 


